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(57) ABSTRACT

A method for forming an absorbent article including a first
absorbent core and a second absorbent core which are
superposed on each other, includes feeding a first supporting
web along a first feed path in a first feed direction; placing
a succession of first absorbent cores on the first supporting
web at a preset spacing; feeding a second supporting web
along a second feed path in a second feed direction; placing
a succession of second absorbent cores on the second
supporting web at the preset spacing; coupling the first
supporting web to the second supporting web such that each
first absorbent core is coupled to a corresponding second
absorbent core in a composite web including the succession
of first absorbent cores and the succession of the second
absorbent cores interposed between the first supporting web
and the second supporting web.

15 Claims, 3 Drawing Sheets
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1
METHOD AND UNIT FOR FORMING AN
ABSORBENT ARTICLE

This application claims priority to Italian Patent Applica-
tion 102018000008752 filed Sep. 20, 2018, the entirety of
which is incorporated by reference herein.

BACKGROUND OF THE INVENTION

This invention relates to a unit and a method for forming
an absorbent article and, in particular, relates to a unit and a
method for forming the multilayer absorbent cores or the
main bodies of sanitary articles such as, for example, baby
diapers, sanitary napkins or the like.

In this description, for simplicity, express reference is
made to a diaper but without thereby limiting the scope of
the invention.

As is known, diapers comprise an absorbent pad or
padding which is normally enclosed between a permeable
inner layer of non-woven fabric and an impermeable outer
layer of polyethylene.

Market requirements have led diaper manufacturers to
make nappies having an absorbent pad consisting of a
double absorbent layer: a first, top layer or core, which is
bigger and, in use, directed towards the wearer, and under-
neath, a second, smaller layer or core.

The relative position of the bigger absorbent core, on top
of the smaller one and offset forward to a variable extent, is
determined on the basis of the wearer’s sex, age or special
needs.

Document US20130240125 describes a pad similar to the
one mentioned above and a method for making the pad.

According to what is described in that document, the
smaller absorbent core, provided with a wrapping, is first
placed on a polyethylene web, normally also called “back-
sheet”, and the bigger core is then placed on top of the
smaller one and the composite web thus formed is made to
advance towards further processing stations.

One disadvantage of making these products that way,
apart from the fact that the absorbent cores are placed in a
wrapping, lies in the difficulty of positioning the bigger core
on the smaller one and in keeping them in the right position
as they advance on the carrier layer.

Moreover, since the small core is generally much thicker
than the big core, it is very difficult to hold the big core
against the small one and against the layer underneath that
and to prevent loss of absorbent material from the cores,
especially the big ones.

SUMMARY OF THE INVENTION

In this context, the main technical purpose of this inven-
tion is to propose a method and a unit for forming absorbent
articles such as will be unaffected by the disadvantages
mentioned above.

One aim of this disclosure is to propose a method and a
unit for forming an absorbent article such as will allow
precisely positioning the distinct absorbent cores making up
the absorbent pad.

Another aim of this disclosure is to propose a method and
a unit for forming absorbent articles such as will allow the
absorbent material to be effectively retained during the
forming process.

The technical purpose and aims specified are achieved by
a unit for forming absorbent articles and by a method for
forming absorbent articles as disclosed herein.
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According to one aspect of it, this disclosure regards a
method for forming an absorbent article of the type com-
prising a first, small absorbent core and a second, big
absorbent core, placed on top of each other.

According to one aspect of it, this disclosure regards a
method for forming an absorbent article comprising a step of
feeding a first supporting web along a first feed path in a first
feed direction and a step of placing a succession of first
absorbent cores on the first supporting web at a preset
spacing P.

The method comprises a step of feeding a second sup-
porting web along a second feed path in a second feed
direction and a step of placing a succession of second
absorbent cores on the second supporting web at the spacing
P.

According to one aspect of it, the disclosure regards a
method for forming an absorbent article comprising a step of
coupling the first supporting web to the second supporting
web in such a way that each first absorbent core is coupled
to a corresponding second absorbent core in a composite
web comprising the succession of first absorbent cores and
the succession of the second absorbent cores interposed
between the first supporting web and the second supporting
web.

Advantageously, the absorbent cores are first attached to
or positioned on a respective supporting web and then the
distinct webs provided with the respective absorbent cores
are joined to each other to form a composite web.

According to one aspect of it, the disclosure regards a
forming method comprising a step of compressing the first
absorbent cores before the step of placing the succession of
first absorbent cores on the first supporting web.

According to one aspect of it, the disclosure regards a
forming method comprising a step of accelerating each first
absorbent core before the step of placing the succession of
first absorbent cores on the first supporting web, so as to
space the first absorbent cores by the spacing P.

That way, thanks to an acceleration, which may be posi-
tive or negative, it is possible to space the absorbent cores
by the required spacing as a function, for example, of the
required size or form of the absorbent article to be made.

Preferably, the step of compressing the first absorbent
cores is carried out before the step of accelerating each first
absorbent core.

According to one aspect of it, the disclosure regards a
forming method comprising a step of accelerating each
second absorbent core before the step of placing the suc-
cession of second absorbent cores on the second supporting
web, so as to space the second absorbent cores by the
spacing P.

That way, thanks to an acceleration, which may be posi-
tive or negative, it is possible to space the second absorbent
cores by the required spacing as a function, for example, of
the required size or form of the absorbent article to be made.

Preferably, the step of compressing the second absorbent
cores is carried out before the step of accelerating each
second absorbent core.

According to one aspect of it, the disclosure regards a
forming method wherein the step of placing the succession
of second absorbent cores on the second supporting web at
the spacing P is carried out while the second web moves
along a curved line, specifically a circular arc.

That way, the absorbent core material not retained on the
web does not drop onto the web and thus does not dirty it.

Preferably, the step of placing the succession of second
absorbent cores on the second supporting web at the spacing



US 11,376,165 B2

3

P is carried out just before the step of coupling the first
supporting web to the second supporting web.

According to one aspect of it, the disclosure regards a
forming method wherein the first absorbent cores are smaller
than the second absorbent cores, so that a big core is placed
on a small core once the respective supporting webs have
been coupled to each other.

According to one aspect of it, the disclosure regards a
forming method wherein the first supporting web is the
backsheet of an absorbent article and the second supporting
web is the topsheet of the absorbent article.

Advantageously, according to one aspect of it, the disclo-
sure regards a forming method wherein a small core is
positioned on or attached to the backsheet of the absorbent
article, a big core is coupled to the topsheet, and the
backsheet and topsheet, with respective layers of the absor-
bent core, are joined to each other in such a way that each
big core is positioned on a respective small core.

According to one aspect of it, this disclosure regards a
unit for forming an absorbent article comprising a first
system for feeding a first supporting web along a first feed
path in a first feed direction; a first unit for forming and
positioning the first absorbent core, disposed along the first
feed path and comprising a first placing station for placing
the first absorbent core on the first supporting web and
comprising a first system for positioning the first core on the
first supporting web at a spacing P, a second system for
feeding a second supporting web along a second feed path
in a second feed direction;

a second unit for forming and positioning the second
absorbent core, disposed along the second feed path and
comprising a second placing station for placing the second
absorbent core on the second supporting web and compris-
ing a second system for positioning the second absorbent
core on the second supporting web at the preset spacing P;
a coupling station for coupling the first supporting web to the
second supporting web, disposed downstream of the first
placing station and of the second placing station.

According to one aspect of the disclosure, the first and
second absorbent cores overlap at least partly in the coupling
station in such a way that each first absorbent core is coupled
to a corresponding second absorbent core in a composite
web comprising the succession of first absorbent cores and
the succession of the second absorbent cores interposed
between the first supporting web and the second supporting
web.

According to one aspect of the disclosure, the forming
unit comprises at least one compression system for com-
pressing the absorbent cores and disposed upstream of the
first placing station in a feed direction of the first absorbent
cores.

According to one aspect of the disclosure, the first form-
ing and positioning unit comprises a first accelerator for
accelerating the first absorbent cores to space two consecu-
tive first absorbent cores of the first absorbent cores by the
spacing P.

According to one aspect of the disclosure, the second
forming and positioning unit comprises at least a second
compression system for compressing the second absorbent
cores and disposed upstream of the second placing station in
a feed direction of the second absorbent cores.

Preferably, the second forming and positioning unit com-
prises a second accelerator for accelerating the second
absorbent cores to space two consecutive second absorbent
cores of the second absorbent cores by the spacing P.

According to one aspect of the disclosure, the second feed
system comprises a suction drum around which the second
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supporting web is at least partly wound and the second
positioning system comprises at least one rotary carrier unit
movable along a curved line, specifically a circular arc,
substantially tangent to the suction drum in the placing
station, the second positioning system releasing the second
absorbent core onto the second supporting web along the
curved line.

BRIEF DESCRIPTION OF THE DRAWINGS

Further features and advantages of this solution are more
apparent in the non-limiting description of a unit and a
method for forming absorbent articles, as illustrated in the
accompanying drawings, in which:

FIG. 1 illustrates a unit for forming absorbent articles
according to this disclosure, in a schematic front view;

FIG. 2 illustrates a detail of a unit for forming absorbent
articles according to this disclosure, in a schematic front
view;

FIG. 3 illustrates an example of an absorbent article
obtainable with the forming method and unit according to
this disclosure, in a schematic plan view;

FIG. 4 is a transverse cross section through the plane
IV-1V of FIG. 3.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

With reference in particular to FIG. 1, the numeral 1
denotes a unit for forming absorbent articles according to
this disclosure.

FIGS. 3 and 4 illustrate an example of an absorbent
article, denoted by the reference numeral 100, obtainable
with the forming method and unit according to this disclo-
sure.

The article 100 has a main direction of extension D, a
front portion and a rear portion.

In a preferred embodiment, the main extension is the
longitudinal one, that is the extension measured between the
front portion and the rear portion of the article 100.

The article 100 comprises an inner, liquid-permeable
layer 101, that is, the layer which, in use, is directed towards
a generic wearer, and an outer layer 102.

The article 100 comprises an absorbent pad 103, sand-
wiched between the inner layer 101 and the outer layer 102.

The pad 103, made with a forming unit and method
according to this disclosure, comprises a first absorbent core
104 and a second absorbent core 105, which is bigger than
the first absorbent core 104, the two being coupled to each
other.

The two absorbent cores 104, 105 are made, for example,
from an absorbent material consisting of a mixture of
cellulose pulp, also called “fluff”, and superabsorbent mate-
rial SAP.

In the embodiment illustrated by way of example, the
absorbent core 105 is bigger than the absorbent core 104 in
the main direction of extension D.

In the embodiment illustrated by way of example, the
absorbent core 105 is bigger than the absorbent core 104 in
the main direction of extension D.

The thickness S1 of the absorbent core 104, at right angles
to the positioning plane of the pad 103, is greater than the
thickness S2 of the absorbent core 105.

In a preferred embodiment, the thickness S1 is, for
example, twice as large as the thickness S2.

Generally speaking, according to common practice in the
trade, the first absorbent core 104 in a preferred embodiment
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is hereinafter also called “small core” and the second absor-
bent core 105 is hereinafter also called “big core”.

In a preferred embodiment, the layer 101 is what is known
as the “topsheet” of the article 100 and, in use, may be in
direct contact with the wearer.

Usually, the layer 101 is preferably a length of non-woven
fabric.

In the preferred embodiment, the outer layer 102 is
impermeable and is what is known as the “backsheet” of the
absorbent article 100—for example, a sheet of polyethylene.

The “topsheet” and the “backsheet” are joined to each
other in known manner to define the outer container of the
article 100.

In alternative embodiments, the inner layer 101 and the
outer layer 102 are defined by lengths of non-woven fabric
and form what is known as an “envelope” for the pad 103.

The forming unit 1 comprises a feed system, schemati-
cally represented as a block 2, for feeding a first supporting
web BS.

For example, the feed system 2 comprises rotary drums
not illustrated.

The web BS is intended to form the outer layer 102 of the
absorbent article 100 and is, for example, an impermeable
web that will form the backsheet of a diaper.

In an alternative use of the unit 1, the web BS is, for
example, a web of non-woven fabric that may become part
of an envelope for the absorbent pad 103.

In an alternative use of the unit 1, the web BS is, for
example, a web of non-woven fabric that may become the
topsheet of a diaper.

The web BS advances along a path P1, which is substan-
tially straight in the example illustrated but which may have
other shapes in alternative embodiments, in a direction V1.

The forming unit 1 comprises a unit 3 for forming and
positioning the absorbent core 104 and is preferably dis-
posed along the feed path P1 to form and place a succession
of first absorbent cores 104 on the web BS. As illustrated in
particular in FIG. 2, two consecutive cores 104 on the web
BS are spaced by a spacing P which, in practice, is the
spacing in the succession of cores 104.

The forming and positioning unit 3 comprises a first and
a second mill 4, 5, of substantially known type, for preparing
the absorbent material used to make the absorbent cores 104.

The unit 3 comprises a forming drum 6 of substantially
known type, which, in the example illustrated, is rotatable
clockwise about an axis R6 and which is in communication
with the mills 4, 5 to receive a flow of absorbent material on
an outer peripheral portion of it.

The absorbent material settles, for example, in suitable
suction housings in the form of a plurality of separate
cavities, each corresponding to a core 104, aligned with each
other and uniformly distributed along the peripheral portion
of the drum 6 and capable of holding by suction the
absorbent material being carried.

The forming and positioning unit 3 comprises a compres-
sion system 7 for compressing the absorbent cores 104 and
disposed downstream of the forming drum 6 in a feed
direction V2 of the cores 104.

In the embodiment illustrated by way of example, the
compression system 7 comprises a first transfer drum 8 for
transferring the cores 104, rotatable about an axis R8 and
tangent to the drum 6 from which, in use, it receives the
cores 104.

A substantially known pressing device 9—for example, a
counter-roller—is coupled to the drum 8 in order to com-
press for a first time the cores 104 advancing thereon.
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The system 7 comprises a second transfer drum 10,
rotatable about an axis R10, located downstream of the drum
8 and tangent to the latter, from which it receives the cores
104.

In the example illustrated, the compression system 7
comprises a second and a third pressing device 11, 12—for
example, counter-rollers—associated with the drum 10 to
compress the cores 104 advancing thereon.

In alternative embodiments, the system 7, if present, may
comprise different combinations of transfer rollers and
related pressing devices, depending, for example, on the
compacting requirements of the cores 104.

Downstream of the compression system 7, the unit 3
comprises an accelerator 13, rotatable about an axis R13 and
of substantially known type, which picks up the cores 104
from the drum 10 and places them on the web BS at a
spacing P in a placing station 14.

The accelerator 13 comprises, for example, a plurality of
carrier units 13a, rotating about the axis R13 and each
configured to advance a core 104.

The carrier units 13a are tangent to the web BS in the
placing station 14 and the directions V2 and V1 coincide;
also, the peripheral speed of the accelerator 13 corresponds
substantially to the feed speed of the web BS in the station
14.

Preferably, the unit 1 comprises a gluing unit, schemati-
cally represented as a block G, upstream of the station 14 in
the feed direction V1 of the web BS to spread a layer of glue
or adhesive at least to hold the cores 104 in place.

The unit 1 comprises a feed system 15 for feeding a
second supporting web TS.

For example, the feed system 15 comprises drums, one of
which is a suction drum, illustrated in FIG. 1, labelled 16,
rotatable clockwise about an axis R16.

The web TS is intended to form the inner layer 101 of the
absorbent article 100 and is, for example, a web of non-
woven fabric that will form the topsheet of a diaper.

In an alternative use of the unit 1, the web TS is, for
example, a web of non-woven fabric that may become part
of an envelope for the absorbent pad 103.

In an alternative use of the unit 1, the web TS is, for
example, an impermeable web that may become the back-
sheet of a diaper.

The web TS advances in a direction V3 along a path P2
which has a curved stretch at the drum 16.

The forming unit 1 comprises a unit 17 for forming and
positioning the absorbent core 105 and is preferably dis-
posed along the feed path P2 to form and place a succession
of second absorbent cores 105 on the web TS. As illustrated
in particular in FIG. 2, two consecutive cores 105 on the web
TS are spaced by a spacing P which, in practice, is the
spacing in the succession of cores 105.

The forming and positioning unit 17 comprises a first and
a second mill 18, 19, of substantially known type, for
preparing the absorbent material used to make the absorbent
cores 105.

The unit 17 comprises a forming drum 20 of substantially
known type, which, in the example illustrated, is rotatable
clockwise about an axis R20 and which is in communication
with the mills 18, 19 to receive a flow of absorbent material
on an outer peripheral portion of it.

The absorbent material settles, for example, in suitable
suction housings in the form of a plurality of separate
cavities, each corresponding to a core 105, aligned with each
other and uniformly distributed along the peripheral portion
of the drum 20 and capable of holding by suction the
absorbent material being carried.
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The forming and positioning unit 17 comprises a com-
pression system 21 for compressing the absorbent cores 105
and disposed downstream of the forming drum 20 in a feed
direction V4 of the cores 105.

In the embodiment illustrated by way of example, the
compression system 21 comprises a transfer drum 22 for
transferring the cores 105, rotatable about an axis R22 and
tangent to the drum 20 from which, in use, it receives the
cores 105.

In the example illustrated, the compression system 21
comprises two pressing devices 23, 24—for example, coun-
ter-rollers—associated with the drum 22 to compress the
cores 105 advancing thereon.

In alternative embodiments, the system 21, if present,
may comprise different combinations of transfer rollers and
related pressing devices, depending, for example, on the
compacting requirements of the cores 105.

Downstream of the compression system 21, the unit 17
comprises an accelerator 25, rotatable about an axis R25 and
of substantially known type, which picks up the cores 105
from the drum 22 and places them on the web TS at a
spacing P in a placing station 26.

The accelerator 25 comprises, for example, a plurality of
carrier units 254, rotating about the axis R13 and each
configured to advance a core 105.

The carrier units 25a are tangent to the drum 16 in the
placing station 26 and the directions V4 and V3 coincide;
also, the peripheral speed of the accelerator 13 substantially
corresponds to the feed speed of the web TS, that is, the
rotation speed of the drum 16 in the station 26.

Advantageously, in the preferred case, where the web TS
is of non-woven fabric, hence permeable, the cores 105 are
held on the drum 16 by the suction provided by the latter.

The forming unit 1 comprises a coupling station 27 for
coupling the first supporting web BS to the second support-
ing web TS and disposed downstream of the first placing
station 14 and of the second placing station 26.

Each first absorbent core 104 is coupled, in the station 27,
to a corresponding second absorbent core 105 in a composite
web CT comprising the succession of first absorbent cores
104 and the succession of the second absorbent cores 105
interposed between the first supporting web BS and the
second supporting web TS.

In a preferred embodiment, the web BS defines the
backsheet 102 of the absorbent article 100 and the web TS,
the topsheet 101.

Preferably, the first absorbent core 104 is the small core
and the second absorbent core 105 is the big core.

That way, the unit 1 allows making an absorbent article
100 in which the small core 104 is associated with the
backsheet and the big core 105 is associated with the
topsheet and each big core 105 is positioned on a small core
104 when the topsheet is coupled to the backsheet.

In practice, each big core is positioned on a corresponding
small core by the respective supporting webs, thereby over-
coming the problems of prior art solutions because, accord-
ing to this disclosure, the big cores are not released directly
onto the small cores and on the web that supports the small
cores.

The method for forming the absorbent article 100 accord-
ing to this disclosure comprises, in a preferred embodiment
of'it, a step of feeding the first supporting web BS along the
feed path P1 in the feed direction V1.

The web BS is, for example, an impermeable web of
polyethylene that will form the backsheet of a diaper.
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The method comprises a step of placing a succession of
first absorbent cores 104 on the first supporting web BS at
a spacing P.

Preferably, the absorbent cores 104 will each constitute a
small core of a pad 103.

In the example embodiment where the web BS is, in
particular, impermeable, the forming method preferably
comprises a step of providing an adhesive layer on the first
supporting web BS before the step of placing the first
absorbent cores 104 on it so that the absorbent cores are held
on the web BS as it advances.

Preferably, the absorbent cores 104 are formed in the
traditional manner, by feeding the absorbent material, com-
prising, for example, cellulose pulp and superabsorbent
material, to the forming drum 6.

Before being placed on the web BS, the absorbent cores
104 are preferably subjected to compression to give the
cores the required density by expelling the air from the
absorbent material.

In the example illustrated, the absorbent cores 104 are
subjected to compression three times by the pressing devices
9,11 and 12. In alternative embodiments, compression of the
absorbent cores 104 may be omitted or it may be performed
in different ways.

When the cores 104 are placed on the web BS, they are
suitably spaced at the spacing P in a substantially known
manner, for example by means of an accelerator which
modifies the spacing of the cores 104 after they have been
formed.

Preferably, the cores 104 are spaced after being com-
pressed, making it possible, for example, to vary the size and
form of the article 100 made.

In practice, looking at FIG. 1, the web BS is fed in from
the left and the absorbent cores 104, after being suitably
spaced, are placed on it in the station 14.

The method for forming the absorbent article 100 accord-
ing to this disclosure comprises, in a preferred embodiment
of'it, a step of feeding the second supporting web TS along
the feed path P2 in the feed direction V3.

The web TS is, for example, a web of non-woven fabric
intended to form the topsheet of a diaper.

The method comprises a step of placing a succession of
second absorbent cores 105 on the second supporting web
TS at a spacing P, corresponding to the spacing P of the
absorbent cores 104 on the web BS.

Preferably, the absorbent cores 105 will each constitute a
big core of a pad 103 since they are preferably larger than
the absorbent cores 104.

Preferably, the absorbent cores 105 are formed in the
traditional manner, by feeding the absorbent material, com-
prising, for example, cellulose pulp and superabsorbent
material, to the forming drum 20.

Before being placed on the web TS, the absorbent cores
105 are preferably subjected to compression to give the
cores the required density by expelling the air from the
absorbent material.

In the example illustrated, the absorbent cores 105 are
subjected to compression twice by the pressing devices 23
and 24. In alternative embodiments, compression of the
absorbent cores 105 may be omitted or it may be performed
in different ways.

When the cores 105 are placed on the web TS, they are
suitably spaced at the spacing P in a substantially known
manner, for example by means of the accelerator 25 which
modifies the spacing of the cores 105 after they have been
formed.
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Preferably, the cores 105 are spaced after being com-
pressed, making it possible, for example, in particular, to
vary the size and form of the article 100 made.

In practice, looking at FIG. 1, the web TS is fed in from
the right and the absorbent cores 105, after being suitably
spaced, are placed on it in the station 26.

Preferably, the step of placing the succession of second
absorbent cores 105 on the second supporting web TS at the
spacing P is carried out while the second web TS moves
along a curved line, specifically a circular arc which, in the
example illustrated, is defined by the drum 16.

That way, the absorbent material which makes up the
cores 105 and which is not retained on the web TS does not
drop onto the web but is dispersed.

The method according to this disclosure further comprises
a step of coupling the first supporting web BS, provided with
the absorbent cores 104, to the second supporting web TS,
provided with the absorbent cores 105.

The step of coupling is carried out in such a way that each
first core 104 is coupled to a corresponding second core 105
in a composite web CT comprising the succession of first
absorbent cores 104 and the succession of the second
absorbent cores 105 interposed between the first supporting
web BS and the second supporting web TS.

Preferably, the step of placing the succession of second
absorbent cores 105 on the second supporting web at the
spacing P is carried out just before the step of coupling the
first supporting web BS to the second supporting web TS, in
particular so that as much of the absorbent material of the
absorbent cores 105 as possible is able to be held within.

As mentioned, when the first absorbent cores 104 are the
small cores and the second absorbent cores 105 are the big
cores, the method according to this disclosure allows posi-
tioning the big cores 105 on the small cores 104 in the
composite web CT without placing the big cores directly on
the small cores, thereby obviating the problems of the prior
art.

The webs BS and TS are preferably joined by gluing.

In alternative embodiments, they are joined by other
joining methods, such as welding, for example.

Preferably, forming method according to this disclosure
comprises a step of compressing the composite web CT after
the step of coupling the first supporting web BS to the
second supporting web TS so as to join the two webs
together more effectively and to compact the absorbent pads
103.

In the example illustrated, the directions V1 and V3 are
preferably opposite and the webs TS and BS move towards
each other in parallel directions.

Preferably, also, the composite web CT moves away from
the station 26 along a line parallel to the incoming web TS
but in the opposite direction.

Advantageously, the absorbent cores 104, for example,
the small cores, and the absorbent cores 105, for example,
the big cores, are coupled to separate webs, for example, to
the first web BS and to the second web TS. This minimizes
the positioning and joining problems, as well as the prob-
lems connected with dispersal of the absorbent material.

The supporting webs BS and TS are thus effectively
synchronized when they are joined to each other, so as to
make multilayer pads 103 that are well “wrapped” in the
composite web CT.

As mentioned, in a preferred embodiment, the composite
web CT is made up of the topsheet, the backsheet and the
multilayer pads of the nappies and undergoes further pro-
cessing for forming and packaging the nappies.
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The multilayer pads are preferably of the type comprising
a small core and a big core which, in use, is directed towards
the wearer.

In an embodiment, and depending on the materials used,
the absorbent article made in the unit 1 is an absorbent pad
which comprises a big core and a small core and which is
sandwiched between two webs of non-woven fabric.

In an embodiment, the big cores, which are joined to the
respective supporting web, are positioned on the small cores,
which have been previously joined to the respective sup-
porting web.

In an embodiment, the small cores, which are joined to the
respective supporting web, are positioned on the big cores,
which have been previously joined to the respective sup-
porting web.

Joining the absorbent cores first to the supporting webs
and then to each other makes it possible to obviate the
problems of positioning one set of cores on top of the other
set and holding them in place.

What is claimed is:

1. A method for forming an absorbent article comprising
a first absorbent core and a second absorbent core which are
superposed on each other, the forming method comprising:

a step of feeding a first supporting web along a first feed
path in a first feed direction;

a step of placing a succession of first absorbent cores on
the first supporting web at a preset spacing;

a step of feeding a second supporting web along a second
feed path in a second feed direction;

a step of placing a succession of second absorbent cores
on the second supporting web at the preset spacing;

a step of coupling the second supporting web to the first
supporting web in such a way that each first absorbent
core is coupled to a corresponding second absorbent
core in a composite web comprising the succession of
first absorbent cores and the succession of the second
absorbent cores interposed between the first supporting
web and the second supporting web;

compressing the first absorbent cores before the step of
placing the succession of first absorbent cores on the
first supporting web.

2. The method according to claim 1, comprising a step of
accelerating each of the first absorbent cores before the step
of placing the succession of first absorbent cores on the first
supporting web, so as to space the first absorbent cores by
the preset spacing.

3. The method according to claim 2, wherein the step of
compressing the first absorbent cores is carried out before
the step of accelerating each of the first absorbent cores.

4. The method according to claim 1, comprising a step of
compressing the second absorbent cores before the step of
placing the succession of second absorbent cores on the
second supporting web.

5. The method according to claim 4, comprising a step of
accelerating each of the second absorbent cores before the
step of placing the succession of second absorbent cores on
the second supporting web, so as to space the second
absorbent cores by the preset spacing.

6. The method according to claim 1, wherein the step of
compressing the second absorbent cores is carried out before
the step of accelerating each of the second absorbent cores.

7. The method according to claim 1, comprising a step of
compressing the composite web after the step of coupling
the first supporting web to the second supporting web.

8. The method according to claim 1, wherein the step of
placing the succession of second absorbent cores on the



US 11,376,165 B2

11

second supporting web at the preset spacing is carried out
while the second supporting web moves along a circular arc.

9. The method according to claim 1, wherein the step of
placing the succession of second absorbent cores on the
second supporting web at the preset spacing is carried out
just before the step of coupling the first supporting web to
the second supporting web.

10. The method according to claim 1, comprising a step
of providing an adhesive layer on the first supporting web
before the step of placing the first absorbent cores on the first
supporting web.

11. The method according to claim 1, wherein the first
absorbent cores are smaller than the second absorbent cores.

12. The method according to claim 11, wherein each
second absorbent core of the second absorbent cores is
placed on top of a corresponding first absorbent core of the
first absorbent cores during the step of coupling the second
supporting web to the first supporting web.

13. The method according to claim 1, wherein at least a
portion of the second feed path is parallel to the first feed
path and the second feed direction is opposite to the first feed
direction at least where the first feed path and the at a least
a portion of the second feed path are parallel.

14. A method for forming an absorbent article comprising
a first absorbent core and a second absorbent core which are
superposed on each other, the forming method comprising:
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a step of feeding a first supporting web along a first feed
path in a first feed direction;

a step of placing a succession of first absorbent cores on
the first supporting web at a preset spacing;

a step of feeding a second supporting web along a second
feed path in a second feed direction;

a step of placing a succession of second absorbent cores
on the second supporting web at the preset spacing;

a step of coupling the second supporting web to the first
supporting web in such a way that each first absorbent
core is coupled to a corresponding second absorbent
core in a composite web comprising the succession of
first absorbent cores and the succession of the second
absorbent cores interposed between the first supporting
web and the second supporting web;

compressing the second absorbent cores before the step of
placing the succession of second absorbent cores on the
second supporting web.

15. The method according to claim 1, wherein the first
supporting web is an impermeable backsheet of an absorbent
article and the second supporting web is a topsheet of the
absorbent article.



